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INTRODUCTION 



The Maadi'Grifhn Rifle was tirst developed in 1 99! as a long distance 30 caliber 
competition match piece. It is a single shot, bolt action, buD pup modified Mauser design. 

At this printing, it has the strongest bolt/receiver in the industry. On April 22, 1991, before a 
crowd of 26 people, in the Utah desert, a five-diot, 4" group was shot from a distance of 600 
yards using Lake City ball ammunition. 

Please read this book completely through until you are thoroughly ^miliar with it before 
you begin. It is very important that you have a clear understanding of every part and its 
relationship to the rest before any work begins. You can modify the rifle, but please write to us 
and explain what you have in mind, so we can help prevent potential probians that could arise. 
The des^n of the Maadi-Griffin has been thorou^Iy tested and is fully developed. 

Due to the fact that Maadi-Griffin Co. cannot be present, and has no control over the 
circumstances and conditions under which any construction takes place, the Maadi-Griffin Co. 
and JNS Supply Co., assume absolutely no responsibility for any accidents, injury, loss of life or 
limb, or propaty damage in any form or manner. Nor will either company be held liaMc for any 
loss of any kind. It must be understood that any construction or attempted construction of any 
item listed in this book is totally at ^ur own ri^. This firearm is dangerous and can cause loss of 
Ufc. All precautions must be used. PROCEED AT YOUR OWN RISK. 
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Tools and machinery you’ll need access to for completion of this rifle: 



Dial caliper 
Tig-welder 

Small industrial lathe (with thread cutting capacity) 

Small industrial vertical mill 

Bench grinder 

Disc Sander 

Drill press 

Metal saw 

Bench vice 

5/16ths (drill, tap & die set NF) 

Chain spanner vice-grips (2) 

Mikita hand grinder (or equivalent) 

Patience and ingenuity 



If you mn into any problems you can write: JNS Supply Co. 

2812 North 34* Place 
Mesa, AZ 85213-9724 
or call (480) 325-5623, ask for Bob and he will talk you through any 
problem. 




Maadi'Griffio Rifle Parts List 

The Maadi-GrifTm rifle has 35 parts (counting the bipod as one part). 

TRIGGER BAR ASSEMBLY 
Part# 1 Trigger Bar 

# 2 Sear 

# 3 Sear Spring 

# 4 Sear Pin 

# 5 Sear Lmk 

# 6 Scar Link Spacer Spring 

# 7 Sear Link Pin 

# 8 Trigger 

« 9 Trigger Spring 

#10 TriggerPin 

# 1 1 AMaator Rod 



BOLT ASSEMBLY 
Part #12 Bolt 

#13 BoltHandle 

#14 Bolt Handle Set Screw 

#15 Firing Pin 

#16 Firing Pin Tail Stock 

#17 Firing Pin Spring 

#18 Bolt Cap 

#19 Butt Plate 

#20 Butt Pad 

#21 Butt Pad Cover 



BARREL ASSEMBLY 
Part #22 Bawel 

#23 Muzzle Brake 

#24 Forward Shroud Ring 

#25 Barrel Lock Ring 

#26 Shroud 

#27 Receiver Tube 

#28 Locking Lug 

#29 Scope Mount Base 

#30 Base Tube 

#31 Bipod Mount Lug 

Part #32 The Handle Frame 

#33&34 QuidePins 

#35 Harris Bipod 
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SUPPLIER’S LIST: 
Barrels: 



Ammunition; 



All Parts; 



K & P CUN COMPANY (K«i or Peggy Johnson) 
l024C«jlralAve. 

New Rockfwd, ND 58356 
(701)947-2248 

KRIEGER BARRELS, INC. (John Kiiega) 

N114W18697 Clinton Dr. 

Gcmumtown, W1 S3022 
(414) 255-9593 

LILJA PRECISION RIFLE BARRELS. INC. (Dan LHja) 

243 Compass Creek Road 
P. O. Brat 372 
Plains, MT 59859 

(406) 826-3084 Fax (406) 8^3084 

OBERMEYER RIFLED BARRELS (Boots Obermeyw) 

23 122 -60th St. 

Bristol, W1 53104 
(414) 843-3537 

OYSTER BAY INDUSTRIES (Roben RubMl) 

31 South Street 
Oyster NY 1177! 

(SI6) 922-1376 Fas (516) 922-7542 

SARCO, INC. (Glenn deRuiter) 

323 Unirai St. 

Stirling, NJ 07980 
(908)647-3800 

WALTHER PRECISION ENGINEERING CO. (Woody Woodall) 
3425 Hutchinson Rd. 

C ummiag, GA 30040 
(770) 889-9998 

WILSON ARMS CO. (George Wilson Ui, Tran Ross) 

63 Leetes island Dr. 

Branfrad, CT 06405 
(203)488-7297 

WISEMAN BARRELS (Bill «■ Judy Wiseman) 

P- O. Brat 3427 
Bryan, TX 77805 

(409)690-3456 Fax (409) 69BD156 



RIVER VALLEY ORDNANCE (Tom Owsley) 
3790 Harvester Road 
Harvester, MO 63303 
(314)926-3076 



MAADI-GRIFFIN CO. (Bob or Naomi Stewart) 
2812 North 34'* nace 
Mea,AZ 85213-9724 
(480) 32S-S623 Fas (480) 32S-5625 
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DRILL THRU 




.791 H 



1.284 



Material thickness can be from .220" to .250'' 



TRIGGER 

Material: Any .250" thick steel, bronze, brass, stainless steel. {Soft material such 
as aluminum is not recommended.) 




THE TRtGGER 



On the back of the trigger, use a hack saw to cut a .060" groove for the trigger spring 
as shown here, he as close to the position shown as possible The trigger can be 
polished up to show well, many have used stainless steel, or bronze. Some have even 
had their triggers gold plated. (Or chrome plated) 




TKIGCgRSPRINt; 






, ^ 



IRI(;f; F.R S ?RIVC 





piece of 





ItIKSKAKSHRING 




THt: TH I GGER UAB 





With pieces and pins and rod installed as shown, dieck the clearance between the seai- and the link 
when the link is moved forward by the trigger rod. The sear must not hang up on the link. 

Reset the sear on the link by raising the sear up and moving the link back to contact the sear. 
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Two useful tools are: two pieces of clothes hanger wire, 7" long, with a pointed end. 



Run the tool through the sear spring and 



2. With a little force, insert the spring tails and the head of the sear into the back of the bar . 
shown here. 




3. Then af^le the wire tool up and through the left side hole first, then push the wire tool aU the 

way through until the blunt end can be inserted through the right side hole like this 





With the sear installed, put the star link on the lod in this position and insert it into the bar. 



When the link is near the hole, use the hanger wire tool to hold the link 
you install the trigger 



shown while 




The spacer spnng for the bnk goes in like this Use the hanger wire tools to align and pin the 
spacer and the link together. 
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instali the trigger by placing the trigger on the rod, use the upper hole as shown. 
Then insert the hanga- wire too! into tte bar hole and throu^ the trigger lower hole 
place while you install the spacw spring for the link. 



This is how the trigger locAs with the spring in 





rr"t 





Thi$ collar is made from 2" OD pipe 1 50‘ wall thickness 2 800"long Cut out a .775" section. 
(At this point, the bolt haidle slot may be milled out to conform to the receiver ) Study this 
carefijlly before you begin. The width of the handle slot is .550" to .610". The downward portion 
of the liandle slot is 1 435" from the back of the collar. The front of the downward portion of the 
handle slot is 780" from the front of the collar. Before welding the collar to the channel iron, use 
the receiver as a plug, secure it to the channel iron to insure alignment of the collar. 
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' reidiK.s) . 



rhe depth of this , 







Noticf this little notc^ is only .005* deep, and hasa ratSus of. 125" 
firini2 nin tail stock when theboll handle is up. It is exactly 90 degr 
tiolch The center of the deep notch lines up exactly with the ccetci 





rm-. nRtNG pm tall stock 





J leading «Klii!e on tlie KIHiNG Pl^ TAIL STOCK beginning )25"i|> 
naiid extending up 575" (nee photo) Thisroiimied leadii^ edge is 
II properly inlollte binll’s “deep notch”, and the receiver slot when lie 
Ik way forward 

ITIDIXK-! UIM f. iriullMr': PIN TAII <sTC)f k 




cu r A GROOVE (rX)R SCREWDRIVER ADJUST, Micvre) IN' THE BACK END OF 
T HE FIRING PIN. 




Van iii.iv u.sc ihc holi hiindlc lo assist in liie asstwhly First plate tlic tail slock in the back oi the 
boll cap. then .scieu the boll iiandle in lo the back, l^vo lurns. 



I ben pkice the holt cap on top of the end oft he lli'ina pm. press dots n and scress laii stock onio 
ibe end ofilie f’lrine pin iwo an its, ilien remote the bolt handie, and tomplelc scretviiijt down ibe 
lailslotk and Inill tap 
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SURFACF' 





Rather than weld the butt plate on the back of the boh cap, you may choose to drill and tap two 
boles 5/8 inch deep and use two alien wrench head bolts to attach the butt plate Both ways will 
work. Be sure that the butt plate is aligned so that the firing pin tail stock can be easily removed 






This is the bolt assembly without the pad and cover. Check the firing pin seating and length by 
putting the bolt handle in the down position The firing pin should protrude out from the bolt face 
.085", A light coat ofgiui gicasc will case the movement of the firing pin tail siodc against the 
back of the bolt. 
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II thickness. 





THE BARREL 




MUZZLE BRAKF 




Construction of the MUZZLE BRAKE can be made from 2.000" square tubing, with a wall 
thickness from .125" to .200" and 2.500" in length A center baffle is advisable, but not 
essential. The center baffle should be .185" thick and welded appro.x. .950" from the back 
plate. I'abricate a i 130" long collar, from a piece of round stock turned down to 1.340" and 
drill and thread to accommodate the end of the barrel, (The tip of the barrel should be turned 
to 1. 000" OD and threaded 12 threads per inch for one inch (+1/16"). 

IMPORTANT: THE BACK PLATE OF THE MUZZLE BRAKE MUSTBE DRILLED 
AND THREADED SO AS TO ALLOW THE TIP END OF THE BARREL TO BE 
FLUSH WITH THE BACK PLATE. 

Conaruct the collar so that it can be inserted into the back plate of the brake. Align and 
lack weld It is advisable to make a one inch dia, 1 2 threads per inch mattdril, about 6 inches 
long. Put it into the lathe, Mirew on the brake, drill the .600" holes through the two plates 
and they should be in perfect alignment when fini.shed Weld up the collar, and trim as 
desired. 

WhOT installing the muzzle brake on the barrel, red Locktite can be used. Be sure that the 
tip end of the biurel is flat flush with the inside of the rear baffle plate 









Material 4 1 40 steel, or carborr steel. 2" square tubing, . 125* wall thickness. Center plate is 
1 S5" thickness Distance between center plate and back plate .955" Distance 
femecn center plate and front plate Is 58S' (Cast 4140 steel blanks are available from 
JNS Supply CO.) 



First, drill a .600" hole through the entire casting Then drill a ,850" diameter hole in the collar 
and thread it 12 threads per inch, and fit it to a 1.000" diam«er, 12 threads per inch mandril. Or 
to the muzzle end of the barrel 
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ill; 




The hole in the muzzle brake is .600" in diameter. (.600 to .615" is acceptable) 
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HEAD SPACING 



Usit^ the headspace gages, procseed by placing the recaver into the padded vice, securely, place 
the GO GAGE into the bolt face, and place the bolt and gage into the receiver and lock the handle 
down PrKtice, by shewing the lock ring on the band all the way on, then screw the barrel into 
the receiver until it stops, then run the lock ring snug to the receiver. Then lift up the bolt handle, 
remove the GO GAGE. AND INSERT THE NO-GO GAGE INTO THE BOLT FACE, then 
insert them into the receiver and fry to put the holt handle down, if it goes down, the barrel is not 
in far enough, if the bolt handle does not go down, then (that is good) remove the NO-GO GAGE 
and insert the GO-GAGE to check if it the bolt handle wilt go down. If the bolt handle goes 
dov.n, that is good Properly headspaced, the NO GO GAGE will not let the bolt handle go 
down. Now, insert the GO-GAGE, into the receiver, lock the handle down, back ofFthe barrel 
lock ring, remove the barrel, and apply RED LOCKTITE to the threads of the barrel only, not too 
much. (Be sure the locking ring is all the way forward.) Screw the barrd into the receiver until it 
“stops” (do not use force) just hand snug, then screw the lock ring to the recaver, while checking 
the bolt handle, when the lock ring is snug, quickly remove the GO-GAGE and replace it with the 
NO-GO GAGE and rtie handle should not go down. Replace the NO-GO GAGE with the GO- 
GAGE and insure that the bolt handle goes down, then tighten the lock ring with the pipe wrench 
using about 50 pounds force on the handle. Wipe off excess locktite, remove the GO-GAGE. 

Head spacing this rifle must be done by a competent gunsmith. If 
you have expertise in this, and have the proper head spacing gages, 
th^ proceed. The information is given herein to accomplish head 
spacing. 



Review of the bead spacing procedure; 

1 . Secure receiver in a padded vice. 

2. Insen bolt with GO-GAGE into receiver, bolt handle down. 

3. Screw barrel lock ring onto barrel (all the way on). 

4. Put red Locktite on barrel threads, (not too much). 

5. Screw barrel into recever by hand until “snug”, not tight, but snug against GO-GAGE. 

6. Make sure that the bolt handle goes up and down easily. 

7. Remove the GO-GAGE and install the NO GO-GAGE into the bolt, into the receiver. 
(The bolt handle should not be able to go down.) 

8 Replace the NO GO-GAGE with the GO-GAGE once more, put bolt handle down. 

9 Carefiilly tighten the locking ring against the receiver, use pipewrench to tighten ring, 

making sure that the barrel does not turn, ^ply about 50 pounds pressure. 

That is it. Wipe off excess Locktite, remove boh, and let barrel stand for 3 hours. 

Note. Some marks may be left by the pipewrench, they will be hidden by the shroud. Grind off 
the marks that stand up. 




Two methods of head spacing. With headspace gages, and without headspace gages, 

Without headspace gages: 

First, put the receiver in a bench vice, (wrapped in denim cloth to keep oiF vice marks) atuate the 
receiver so that the bolt handle can be moved freely Remove the bolt, remove the firing pin from 
tite bolt. Put the bolt cap back on the bolt, and take a new manufactured (not reloaded) live 50 
cal round and insert it into the boltfaw; shell holder, and insert the bolt into the receiver and push 
the bolt handle down. 

Next will be a practice run. Saew the locking ring up on the barrel, screw the barrel into the 
receiver until it is just snug tight against the 50 cal. round in the bolt (with bolt handle down) then 
screw the locking ring snug against the receiver. Remove the round, loosen the lock ring, and 
screw the barrel in l/36th turn, try to insert the round ag^n, this is a check, and the round should 
not chamber. Back off the barrel 1/ibth turn, snug the lock ring against the receiver. 

Now, lift the bolt handle and remove the 50 cal unfired round. Put the round back in and lock 
down the handle, if it is too tight, loosen the lock ring and hack off the barrel just a crack To 
properly head space the receiva-, try several different new manu&ctured rounds. (Not the cheap 
imported yellow tipped ones, do not use those.) The bolt handle should go down with Just the 
slightest resistance wdth the round inerted. 



After practicing several limes, you will need two moic iiems, some RED LOCKTITE, and a 
good PIPEWRENCH. Unscrew the barrel, remove the bolt, keep the round in the boltface. 
Back off the locking ring ail the way forward on the barrel. With the receiver in the vice, pul 
locktite on the threads of the banel tmly, not too mudt. Then put the bolt, with the round in the 
receiver and lock the handle down. Screw in the barrel until that “snug" feel, not tight, but snug, 
as the barrel contacts the round. Check the bolt handle, up and down for that slij^t “feel” of 
lesistance. Then screw the barrel locking ring to contact the receive! , checking the boll for that 
“feel” tighten the locking ring with the pipe wrench. Ot will put marks on the ring, that is ok, 
they can be sanded ofFlaier) As the lockit^ ring is being tightened, be sure that the barrel does 
not move or tighten any more. Checking the bold handle through out, tight«i the ring with ^out 
a 50 pound force Wipe off the excess locktite. Remove the bolt, insert several other newly 
maniifachired rounds and chedc for that slight “feel” of very sli^t resistance of the boh hantUe 
going down Locktite s«s up quickly, if you make a mistake, applying heal {with a torch) can 
enable the removal of the receiver from the barrel. 



HEAP S P A CI NG 








*•_'_< »i^* •*^i 



snug ageiiia 





. immed)»tely with 






] . Place the barrel assembly forward lock lug in a vke, and remove (he bolt. 

2. Center the scope mcwnt base track on the mount base tube and 
tack weld (use a tig-welda) the front end to the base lube. 

3. Mount agood rifle scope onto the scope track. (A scope that has been 
sighted in on anotha- rifle) 

4. Make a "target” double cross as shown three inches apart, one directly over 
the other. 

5. Place rile target on the wail 15 to 25 feet away and poshion it so that the 
bottom cross is centered as you look through the bore. 

6. Adjust tbs scope and track (as one unit, do not adjust scope knobs) until 
the cross bars Use up wth the lop cross, exactly three inches above the 
bottom cross. 

7. With that alignment, carefully tack weld the back of the scope mount base 
while holdingthat alignment. Remove the scope. Carrfully tig-weld the 
scope mount base 8 locations, welds should n>t exceed 1/4* in length. 



Looking through (he bane! from the recover end. 
(Center the cross in the barrel first) 
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October 19, 1999 








TRIGGER BAR ASSEMBLY 




Pan# 1 


TriggwBar 


$30.00 




# 2 


Sear 


34.00 




# 3 


Sear Spring 


5.00 




# 4 


Sear Pin 


1. 00 




# 5 


Sear Link 


24.00 




# 6 


Sear Link Spacer Spring 


5.00 




# 7 


Sear Link Pin 


1.00 




# 8 


Trigger 


29.00 




# 9 


Trigger Sprii^ 


5.00 




#10 


Trigger Pin 


1.00 




#11 


Actuator Rod 


15.00 




Sub Total 




S15D.00 






BOLT ASSEMBLY 




Part #12 


Bolt 


$115.00 




#13 


Bolt Handle 


25.00 




#14 


Bolt Handle Set Screw 


2.00 




#15 


Firing Pin 


45.00 




Ul6 


Firing Pin Tail Stock 


40.00 




#17 


Firii^Pin Spring 


12.00 




#18 


Bolt Cap 


68.00 




#19 


Butt Plate 


20.00 




#20 


Butt Pad 


5.00 




#21 


Butt Pad Cover 


8.00 




Sub Total 




S340.00 






BARRELED RECEIVER ASSEMBLY 




Pm1#22 


36" Barrel 


$425.00 






44" Barrel 




$47S.0Q 




36" Stainless Steel Barrel 




$625.00 


#23 


Muole Brake 


145.00 




#24 


Forward Shroud Ring 


22.00 




#25 


Barrel Lock Ring 


24.00 




#26 


Shroud 


70,00 




ni 


Non-FFL Receiver Tube 




$235.00 




Fully FiiUfihed Receiver Tube (requires FFL) 


$410.00 


#28 


Locking Lug 


3.00 




#29 


Scc^ M<»int Base 


60.00 




#30 


Base Tube 


15.00 




Sub Total 




S764.00 




#31 


Bipod Mount Lug 




$15.00 (optional) 




Shroud Assembly Assembled &. Tig Welded 


$195.00 (optional) 



(indudesa i.5°downangleontheScopeMountBase} 

(includes Shroud, Lockbg Lug, Scope Mount Base, Base Tube, and Bipod Mount Lug) 

HANDLE FEUME 

Part #32 Handle Frame $295,00 

#33 Quick Pins (2) 5.00 

Sub Total S300.00 



TOTAL for Parts (Not Assembled) 



S135d.00 * $35.00 shinnng & handUns 
+ Noti-FVL or FFL Receivor (see price Mve) 



Prices Subject to Change without Notice — Call for AvaiUbility 
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